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[57] ABSTRACT

The present invention relates to a rugged and inexpen-
sive filing cabinet constructed from thin, prefinished
metal and the method for making the same. All compo-
nent parts including the case envelope, case back, kick-
plate, drawers and drawer supports are designed to be
cut from a minimum of four discrete coils of metal with
waste attributable to trimming or removal of excess
metal - maintained at a minimum. Ruggedness and
strength are maintained, despite the relative thinness of
the metal, because the vertical corners and other poten-
tially critical areas subjected to increased stress are
reinforced with structural elements adhesively bonded
in place. Certain structural elements also function as
jigging members during the adhesive bonding of the
component parts. In addition, the design of the present
invention provides a versatile and adaptable end prod-
uct due to the interchangeability of cetain component
parts.

60 Claims, 6 Drawing Sheets
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METHOD FOR MAKING FILING CABINET
INCLUDING ADHESIVE BONDING

2

bottom walls welded or otherwise fastened together
and then painted on the outside. Drawers were made in
much the same manner with the separate bottom, sides
and end walls welded or otherwise fastened together.

This 1s a continuation of copending application Ser. 5 While many filing cabinets are still constructed this way

No. 518,129 (now abandoned), filed on May 3, 1990 as
a division of application Ser. No. 279,330, filed on Dec.
2, 1988 and entitled low cost filing cabinet and method
for making the same, now U.S. Pat. No. 5,102,210
issued Apr. 7, 1992, which was a continuation of prior
application Ser. No. 30,052, filed on Mar. 24, 1987 and
now abandoned, all by the same inventor.

BACKGROUND OF THE INVENTION

1. Field of the Invention

This invention relates to metal filing cabinets and to
methods for constructing such cabinets. More particu-
larly, this invention relates to forming very low-cost but
sturdy filing cabinets by using prefinished light gauge
steel and preferably by using designs and techniques
which minimize the variety of steel stock widths that
are required while also minimizing the scrap or waste.
For example, an entire cabinet and component parts,
including the case envelope, drawers, track assemblies
and other structural members, may be constructed from
only four discrete widths of prepainted, light gauge
steel. Yet, despite the use of light gauge steel, e.g.,
0.0195 inches or thinner, the cabinet case provides rigid
and structurally strong file cabinets. Furthermore, as a
result of using the light gauge metal, the cabinet of the
present invention may be 20 to 30 percent lighter in
weight and steel usage than conventional cabinets. In
addition, the use of prepainted or other prefinished
metal readily permits a virtually unlimited color selec-
tion as well as ssmulated wood grain and other patterns
at a cost significantly less than the cost of creating these
same finishes on cabinets which are assembled prior to
finishing. This fact in combination with the use of light
gauge metal allows the cabinet to be constructed at a
cost significantly below that of present techniques
while, at the same time, improving structural strength
and marketing flexibility. :

More particularly, and with respect to the preferred
embodiment, each component part of a file cabinet may
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be stamped from one of only four discrete widths of 45

prepainted sheet metal. These flat blanks are folded as
necessary to form the component parts and are assem-
bled 1nto the cabinet structure. The case in particular is
assembled by a combination of adhesively bonding and
mechanically fastening the component pieces together.
The components of the drawer also may be assembled
by adhesive bonding or may be secured by mechanical
fastening techniques. In comparison to welding or any
other method of mechanically fastening metal, adhesive
bonding is superior in most instances because it can
provide complete or 100 percent attachment between
the joined metal surfaces. This, in effect, creates a single
part from multiple pieces whereas mechanical fastening
or welding between separate pieces of metal only pro-
vides small areas of attachment at the sites of the attach-
ments or welds. The components are still separate ev-
erywhere else along their interface. Consequently, the
present design and method of construction allows light-
weight and thin gauge metal to be used and insures a

lightweight cabinet of superior strength and ngidity.
2. Discussion of the Prior Art

Onginally, metal filing cabinet case envelopes or
shells were made from separate side, top, back and
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today, alternate methods of assembly have arisen which
have allowed manufacturers to construct file cabinets
from prepainted or prefinished steel. Because the finish
on prepainted steel is ruined if welded, requiring the
metal to be repainted, it is highly desirable to avoid
welding as the method for assembling the component
pieces into a final filing cabinet. One proposed alterna-
tive cabinet design employs extruded corner posts with
long narrow slots which slidably engage separate, pre-
painted, rectangular shaped side and end pieces thereby
avoiding welding or even riveting the pieces together.
Other proposed designs for cabinets or similar struc-
tures rely upon folding various portions of a single piece
of prepainted metal together and either interlock the
portions or use mechanical fasteners. Such designs,
however, would not achieve the desirable, low cost,
hghtweight, simple and high strength characteristics
obtained by the present invention.

Forming of appliance housing from prefinished or
prepainted metal has been employed by appliance man-
ufacturers for some time. For example, refrigerator
cases have been formed in this manner. However, re-
frigerator housings are typically made of heavy gauge
steel and normally have an inner or second shell. This
construction provides ample strength to the exterior
housing structure. |

Adhesively bonding or gluing cabinet case envelopes
together 1s used in the cardboard or hard wood box
area. However, cardboard boxes do not have the struc-
tural strength nor the exterior appearance found in a
metal cabinet. In the case of hardwood boxes, strength
1s certainly available but limitations as to exterior ap-
pearances and weight become significant factors.

Adhesively bonding cabinets of any material raises a
manufacturing problem of holding or restraining the
cabinet while the adhesive sets. This adds both time and
expense to the manufacture of the product by requiring
special clamps or vises as well as the labor necessary to
install and remove these clamps or vises. The present
invention 1s specifically designed to eliminate a large
portion of the assembly problems associated with adhe-
sively bonding metal. To this end, the preferred em-
bodiment employs interfitting components which are
wedge fit together and therefore act as self restraining
clamps to hold the assembled pieces in position while
the adhesive sets to bond the components to one an-
other. The design of the vertical channels allows them
to cooperate with the interior corners of the cabinet
envelope so that the track assemblies can be wedged
into the cabinet to hold the various edges of the enve-
lope side, top and back walls in place while the adhesive
bond 1s set. As a resuit, an integral component of the
cabinet takes the place of a special clamp and does not
need to be removed after the adhesive bonding has set
thereby saving significant production costs.

In addition to providing this self clamping function,
the vertical corner channels provide the cabinet with
structural rigidity, ruggedness or impact resistance and
strength. This allows the cabinet pieces to be manufac-
tured from thin gauge metal. While the prior art dis-
closes internal posts and corner supports for providing
both strength and structural framing to cabinets and
other similar hollow structures, these frame members
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are typically mechanically fastened to the cabinet case.
In the present invention, the corner channels are adhe-
sively bonded to the interior surface of the case enve-
lope to provide a complete surface-to-surface attach-
ment. The result of this total bond is to create, in effect, 5
a one piece structure of superior strength and rugged-
ness in comparison to a structure formed by mechani-
cally fastening multiple pieces together.

A further feature of the present invention and not
found in the prior art is that the entire filing cabinet, 10
including the component parts, is constructed from
prefinished sheet metal. Painting both sides of a roll of
steel 1s much simpler and certainly less costly than
painting the complex shape of a finished cabinet. More-
over, by using prepainted metal, not only 1s the interior 13
of the cabinet painted, thereby providing a more aes-
thetically pleasing and better protected finished prod-
uct, but a wide variety of exterior styles are available
including simulated wood grain and an essentially un-
limited number of patterns. These types of finishes are
extremely costly to put on a completed cabinet and
requires a high degree of skill to avoid ruining the exte-
rior appearance of the cabinet.

However, not only 1s the cabinet constructed from
prefinished metal, but it is constructed from a very
limited inventory of widths of the prefinished metal
strips or coils. |

Still another factor in reducing the inventory re-
quired to assemble these cabinets and, consequently, a
factor in reducing the cost of the overall cabinet is that
many of the component parts are reversibly or symmet-
rically designed in order that one part can be utilized in
more than one place. For example, the vertical corner
channels are identical multisided members which, as a 34
result of the particular cross sectional shape, can be
placed in each of the four corners of the cabinet simply
by rotating the relative position of the vertical channel.
As a result, only one type of corner channel rather than
two or four distinct types is required. Moreover, this 4,
same vertical channel, when cut to an appropnate
length, functions as a horizontal slide track. Conse-
quently, the versatility of the design allows one manu-
factured shape to be used for at least two separate
piECES. 45

The versatility of the structure is further evidenced
by the design of a second drawer track, in this case a
roller track, that is interchangeable with the slide track.
Both of these drawer tracks, roller or slide, are designed
so that each drawer track can function on either the sg
right or left side of the cabinet. As a result, separate
right and left side pieces do not need to be constructed.

The versatility of the present design is still further
shown in the drawer-construction. The design employs
a single drawer base unit which accommodates two 55
different drawer fronts. One drawer front, a “box
drawer” front, 1s slightly taller than the base drawer
unit and the other drawer front, or “letter drawer”
front, is almost twice as tall as the box front and creates
a drawer for much larger articles but employs the same 60
drawer base unit. In addition, drawer extensions or
holder rails have been designed as an accessory to at-
tach to the base unit and the letter drawer front to cre-
ate a drawer for hanging files. These holder rails are
manufactured from the same width of prepainted steel 65
as the vertical channels but, in the spirit of the present
invention, are reversible and symmetrical in the same
manner as the drawer tracks so that any one extension
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can fit on either the right or left side of the drawer base
unit.

As can be seen, all of these features reduce the num-
ber of parts necessary to manufacture and to provide in
inventory. In addition, these features reduce the number
of different parts which are required to assemble a com-
pleted cabinet and thereby reduce the cost to produce
the overall cabinet. More importantly, these features
combine to create an inexpensive, lightweight filing
cabinet of superior strength.

OBJECTS OF THE INVENTION

It is a general object of this invention to provide an
improved, light weight, economical filing cabinet hav-
ing improved structural strength.

It is another object of this invention to provide an
improved method of constructing low cost filing cabi-
nets by constructing the component elements from a
limited inventory of prefinished metal blanks.

It is still another object of this invention to provide a
versatile cabinet in which many of the component
pleces are Interchangeable.

It 1s another object of this invention to provide a
cabinet which is assembled by adhesively bonding com-
ponent parts and which 1s partially self clamping.

Other objects and advantages will become apparent
upon reading the following detailed description and
appended claims, and upon reference to the accompa-
nying drawings.

IN THE DRAWINGS

For a more complete understanding of this invention,
reference should now be made to the embodiment illus-
trated in greater detail in the accompanying drawings
and described below by way of examples of the inven-
tion.

. FIG. 1 1s a perspective view of three filing cabinets
employing teachings of the present invention.

FIG. 2 is an exploded perspective view of the two-
drawer filing cabinet of FI1G. 1.

FI1G. 3 is a horizontal, sectional view of a filing cabi-
net of the present invention further showing insertion of
a track assembly.

FIGS. 3A and 3B are enlarged partial top views of
the vertical channels adhesively bonded to the interior
corners of the case envelope.

FIGS. 3C and 3D are enlarged partial top views of
the vertical channels being positioned in the case enve-
lope.

FIG. 4 is a side view of a track assembly employing
slide track drawer tracks.

FIG. 5 is a side view of a track assembly employing
roller track drawer tracks.

FIG. 6 is a perspective top view of a letter drawer
further including holder rail accessories.

FIG. 7 1s a side view of the letter drawer of FIG. 6.

FIG. 8A 1s a side view of the base drawer unit with a
letter drawer front.

FIG. 8B is a side view of the base drawer unit with a
box drawer front.

FI1G. 9 is a top view of the letter drawer unit.

FIG. 10 is a broken cross sectional view of the base
drawer unit of the present invention showing engage-
ment with a roller track assembly.

FIG. 11 is a broken cross sectional view of the base
drawer unit of the present invention showing engage-
ment with a slide track assembly.
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FIG. 12 1s a rear elevated perspective view of the
letter drawer shown in FIGS. 6, 7, partially broken
away. '

FI1G. 13 1s a top view of a prefinished sheet steel blank
strip of indeterminate length supplied in coil form and 5
used to make the vertical channel, slide track members
and holder rails.

FIG. 13A is a schematic end view of the vertical
channel or slide track produced from the prefinished
steel strip shown in FIG. 13. 10

FIG. 13B is a schematic end view of the holder rail
produced from the prefinished strip shown in FiG. 13.

FIG. 14 1s a top view of another prefinished sheet
steel blank strip of indeterminate length supplied in coil
form uvsed to make the drawer bottom, drawer left and 15
right sides and roller track members.

FIG. 14A 1s a schematic end view of the drawer
bottom, drawer left and right sides and roller track
member produced from the prefinished steel strip
shown in FIG. 14. 20

FIG. 15 1s a top view of another prefinished sheet
steel blank strip of indeterminate length supplied in coil
form used to make the case envelope with certain cut
and fold hines illustrated on the blank strip.

FIG. 16 1s a top view of another prefinished steel 25
blank strip of indeterminate length supplied in coil form
used to make the letter and box drawer fronts, drawer
back, kickplate, strap and case back with certain cut and
fold lines illustrated on the blank strip.

FIG. 16A 1s an end view of the drawer fronts, drawer 30
back, kickplate, strap and case back made from the
prefinished steel strip shown in FIG. 16.

FI1G. 17 is an elevated perspective view of the first
squaring member of the present invention.

FIG. 18 1s an elevated perspective view of the case 35
envelope and case back prior to assembly.

FIG. 19 is an elevated perspective view showing the
case envelope, case back and track assemblies posi-
tioned 1n the first squaring member during assembly.

FI1G. 20 1s an elevated perspective view of the cabinet 40
shown on FIG. 19 after the kickplate has been posi-
tioned for assembly and prior to placing the second
squaring means on the cabinet.

FIG. 21 is a cross sectional view of the cabinet shown
in FI1G. 20 after the second squaring member has been 45
placed on the cabinet.

SUMMARY OF THE INVENTION

The present invention relates to a strong and rugged
filing cabinet which i1s stmple and inexpensive to manu- 50

facture and assemble and a method for making the same.
In accordance with one embodiment, the entire cabinet

and component parts are constructed from four discrete
widths of prefinished, light gauge metal. An integral
cabinet envelope, comprising a top and two side walls, 55
1s formed from one width of prefinished metal. The
cabinet envelope i1s provided with front and rear perim-
eter flanges and a pair of base flanges at the bottom of
each side wall. A cabinet back panel and kickplate are
formed from a second width of prefinished metal and 60
are adhesively bonded to the cabinet envelope to create
the basic shell structure. In addition, a pair of track
assemblies are employed to act as self restraining clamps
to hold the assembled envelope and back panel in place
while the adhesive sets to bond the components to one 65
another.

The track assemblies are each constructed from a pair
of vertical channel members interconnected by a pair of

6

drawer tracks. Besides performing the clamping func-
tion, the track assemblies, through the vertical channel
members, provide structural strength and ruggedness to
the otherwise thin walled cabinet envelope. The verti-
cal channels are roll formed from a third discrete width
of prefinished metal. The drawer tracks are provided 1n
two separate shapes; a slide track and a roller track. The
slide track is identical in structure to the vertical chan-
nel member and slidably engages the side walls of the
drawer base unit. In comparison, the second drawer
track or roller track is formed from a fourth width of
prefinished metal and employs freely rotating rollers to
engage the side walls of the drawer base unit.

The drawer structure is assembled from a drawer
base unit and either one of two interchangeable drawer
fronts. The drawer base unit includes a drawer bottom
and two drawer sides, formed from the fourth width of
metal, and a drawer back formed from the second width
of metal. The two drawer fronts are a box drawer front
and a letter drawer front and are both formed from the
second width of prefinished metal. The availability of
two different drawer fronts allows drawers of two dif-
ferent sizes and capacities to be assembled from the

same component parts and in any necessary mix Or
variation.

DETAILED DESCRIPTION OF THE
INVENTION

The relationship and use of the various features of this
invention will be better understood by the following
detailed description. However, the embodiment of the
invention described below is by way of example only
and applicant does not Iimit himself to this embodiment.
Furthermore, one should understand that the drawings
are not to scale and that the embodiments are illustrated
in part by graphic symbols and fragmentary views. In
certain instances, details may have been omitted which
are not necessary for an understanding of the present
invention.

A filing cabinet 10 of the present invention, shown in
various final forms in F1G. 1, 1s constructed from only
four discrete widths of sheet metal blanks. Each of these
blanks 1s of a width to form the respective component(s)
without edge trimming and attendant scrap or waste,
and 1s of indeterminate length, preferably being sup-
plied and inventoried in coil form. The sheet metal is
prepainted on both sides and the element or component
pieces are stamped out from these four coils of sheet
metal. FIGS. 13-16 show the four rolls of metal strip
blanks and the silhouette of the respective component
parts that are cut from each roll. FIGS. 13A-16A show
the profiles of the component parts. After being cut
from the continuous rolls, these pieces of sheet metal or
blanks are folded into the various component parts
which make up the filing cabinet and are assembled into
the final product.

The present invention provides sufficient versatility
to create at least three basic styles of cabinets (as illus-
trated in FIG. 1) from one standard cabinet envelope.
As seen in FIQG. 1, the final product can be a two (10A),
three (10B) or four (10C) drawer unit. Of course, 1t is
recognized that -case envelopes of different sizes can be
manufactured in accordance with the present invention
to provide either one drawer cabinets or cabinets of
more than four drawers. Similarly, separate cabinets
could be combined or stacked to form larger cabinets.

It can be seen from FIGS. 13-16 that all the compo-
nents originate from one of only four widths of pre-
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painted metal. Specifically, the case envelope is cut
from one roll of metal, FIG. 15. The drawer bottom,
both drawer sides and the roller track members are cut
from a second roll of metal, FIG. 14. The drawer front
and back, the kickplate and option strap and the case
back are cut from a third width, FIG. 16; and, the verti-
cal channels, the slide track members and the strength-
ening chevrons, corner plates and holder rails are cut
from the fourth roll of metal, FIG. 13.

Turning now to the particular component parts of a
cabinet 10, the case envelope 12 starts out as a flat piece
of prepainted steel as shown in FIG. 15. The individual
case envelope blank is cut from the coil 14 and folded
into a three sided shape having two side walls 16 and a
top 18 (FIG. 2). As can be seen from FIG. 15, the depth
of the cabinet 1s contingent upon the width of the coil of
metal from which it is formed. Consequently, by using
varyimng widths of metal, cabinets can be manufactured
in conventional depths between 14 and 25 inches. The
perimeter edges of the case envelope or shell are folded
inwardly to provide a front wall portion or a front
perimeter flange 20, a rear perimeter flange 22 and a
base flange 24 at the bottom edge of each side wall 16.
The front wall portion or perimeter flange 20 and the
base flanges 24 are folded a second time to form return
flanges 26 and 28 respectively. All of these flanges pro-
vide structural rigidity to the case envelope and further
assist 1n the assembly of the cabinet.

The case back 30, FIGS. 2 and 16, is cut from a blank
of prefinished or prepainted steel from a coil 32 of a
different width than the case envelope 12. It has a top
flange 34 and a bottom flange 36 which provide case
rigidity when bonded and fastened to the case envelope
and which assists in placing or locating the case back to
be adhesively bonded to the case envelope 12 in the
proper relative position. The bottom flange 36 1s pro-
vided with a small return flange 38. The return flange is
narrower than the case back by the requisite amount to
accommodate the base flanges 24 of the case envelope
side walls 16 when the two pieces are bonded together.
The return flange 38 functions to accurately and
squarely align the side walls and the case back by pro-
viding a stop or locater for the base flanges of the side
walls.

Before the case back is put in place with the envelope
12, a bead of glue or adhesive 40 is placed along each of
the surfaces which will be in contact. In joining these
two pieces, the adhesive 40 will be placed on the inside
surface of the rear perimeter flange 22 and on the upper
lateral edges of the bottom flange 36 of the case back 30
as well as the upper surface of the case back top flange
34. The case back is then positioned inside the case
envelope so that the exterior surface 42 abuts the rear
perimeter flange 22 of the case envelope, the upper
surface of the top flange 34 contacts the inside surface
of the case envelope top 18 and the bottom flange 36
underlies and contacts the base flanges 24 of the case
envelope side walls 16. Once the bond is set, the case
back 30 will be strongly bonded to the case envelope 12.
As a result of this 100 percent surface-to-surface bond,
the case back 30 will act to inhibit side sway in the
cabinet. In addition, to add further strength and rigidity
to the case structure, the case back bottom flange 36 and
the base flanges 24 of the case envelope side walls 16
can be mechanically fastened in addition to being adhe-
sively bonded. |

The cabinet kickplate 44, FIG. 16, is formed from the
same roll of prefinished sheet metal 32 as the case back
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30 and encloses the lower front corner of the case enve-
lope 12. The kickplate 44 1s provided with a front or
upper portion 46 and a lower portion 48 wherein the
upper portion 46 extends across the front opening of the
case envelope and the lower portion 48 extends across
the bottom opening of the case envelope. The upper
portion 46 is further provided with an inwardly di-
rected flange 50 notched to accommodate the front
perimeter flanges 20 and return flange 26 of the case
envelope, and serve as a stop or locator for the lower
front portion of the envelope during assembly. The
bottom portion of the kickplate 44 has an upturned
flange 52 which functions similarly to the return flange
38 formed on the bottom flange 36 of the case back 30;
which also assists in squarely aligning the case enve-
lope. After bonding the track assemblies 54 to the case
envelope 12, the kickplate 44 i1s adhesively bonded to
the case envelope 12 along the contacting surfaces of
the front perimeter flange 20 and upper portion 46 and
the base flanges 24 of the side walls 16 and the lower
portion 48. The lower portion 48 also may be mechani-
cally fastened to the base flange 24 of the case side walls
16 to provide further structural rigidity to the case 10.
Turning now to the track assembly 54, it can be seen
from FIG. 2 that each track assembly §4 1s constructed
from two vertical channels or corner posts 56 intercon-
nected by two drawer tracks 5§8. The vertical channels
56 are multisided structural and reinforcing members
which provide strength to the overall cabinet 10, and
the drawer tracks 58 provide sliding support engage-
ment for the drawers. Each vertical channel 1s roll
formed from a third discrete width of prepainted sheet
metal 60 as shown in FIG. 13. The vertical channel i1s a
four sided structural member with three of the sides
forming an open sided channel 62 and the fourth side
forming a support flange 64 extending outwardly from
the channel. Thus, surfaces are provided at right angles
to one another to support the side walls of the case on
both sides of each corner while providing an appropri-
ate flat surface for attachment of the tracks; see F1G. 3
and FIGS. 3A-D. The strength and impact resistance
(ruggedness) provided by the vertical channels 56 allow
the filing cabinet to be constructed from metal as thin as
0.195 inches and even thinner if desired. Moreover, the
vertical channels 56 reduce or remove the need for
using elaborate and expensive shipping materials to
protect the final product during handling and shipping
for distribution. All that 1s necessary is a cardboard
enclosure to protect the exterior fimish. This provides
another cost advantage.
- The present invention provides two types of drawer
tracks 58. One type, slide tracks 66, are shown in FIGS.
4 and 11. The slide tracks are the same cross-sectional
sizes and configuration as the vertical channel 56 but
cut to a shorter length. In the context of a shide track 66,
the outwardly extending flange 64 is mechanically fas-
tened at 68 to the vertical channel 56 as shown in FIG.
4. In comparison, the second type of track 58, the roller
track 70 (FIG. 5), has a raised center portion 72 with
two outwardly extending support flanges 74 which abut
the vertical channel 56 (see also FIG. 10) and 1is formed
from a different coil of metal than the slide track. The
roller track is affixed to the vertical channels at four
locations by mechanical attachments at 76 and thereby
provides greater strength for supporting heavier loads.
In addition, the roller track 70 employs two rollers 78

riveted to the raised center 72 for engaging the drawer
base unit. (FIG. J).
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As shown in FIG. 3, a separate track assembly 54 is
placed along each internal side wall 80 of the case enve-
lope 12 with a vertical channel disposed in each corner
of the case envelope. The four corners of the cabinet are
shown in FIGS. 3A-D. The manner in which the track 3
assembly 54 is attached provides a self clamping action
for both the envelope-back joints and for the track as-
sembly-envelope joints, which avoids the necessity of
employing special clamps or vises as well as the labor
necessary to remove such devices after the adhesive 10
bonds have set. After the case back 30 has been posi-
tioned, FIG. 3, an additional bead of glue or adhesive 40
1s placed 1n each rear corner of the case envelope 12,
F1G. 3C. In addition, two beads of adhesive 40 are
placed on each front corner vertical channel S6F, FIG. 15
3D. The track assembly 54 1s then wedged into the case
envelope 12 by first placing the forward vertical chan-
nel S6F in the recess formed by the front wall portion or
perimeter flange 20 and return flange 26 of the case
envelope (FIG. 3, 3D) and then rotating the track as-
sembly 54 until the rear vertical channel 56R 1s wedged
into the back corner of the case envelope thereby
spreading the adhesive 40 and bonding the vertical
channel 56 to the case back 30 and case side wall 80,
(FIGS. 3, 3C). In this manner the track assembly 54 also
acts to press the case back onto the rear perimeter
flange 22 of the case envelope 12 and holds these pieces
together, without employing any external jigging, while
the adhesive bonds the metal edges together. Thereby
the front and rear flanges of the envelope serve as the
clamps or straps for the entire assembly.

Notwithstanding the use of thin gauge metal, the
design of the present invention achieves strength equiv-
alent or superior to cabinets made from heavier gauge i«
metal. At the rear corner of the case envelope (FIG.
3A), the combination of the case back 30, rear perimeter
flange 22 and vertical channel 86 adhesively bonded
together provide a cabinet corner structure that is three
times thicker than the individual sheet metal used to 4
construct the cabinet and, along the side wall, twice as
thick as the individual sheet metal pieces. (FI1G. 3A). As
can be seen 1in FIG. 3B, the combination of the vertical
channel 56 with the front perimeter flange 20 return
flange 26 creates a four sided corner tube or frame 82. 45
As a result of these design features, even though the
cabinet 1s constructed of thin gauge metal, critical
strength 1s provided to the structural areas where extra
strength and impact resistance are most necessary.

Strength and structural rigidity are also enhanced by g
the use of corner chevrons 84 and corner plates 86. The
corner chevrons 84 are adhesively bonded to the front
perimeter flange 20 prior to bonding the front vertical
corner channels 56 to the case envelope. These stiffen-
ing elements further act to prevent side sway of the s5
cabinet. Additionally, the corner plates 86, shown in
F1G. 2, are bonded to the inside corners of the envelope
top. These plates 86 prevent corner wrinkles or cracks
which might otherwise occur during the stress of ship-
ping or transit of the cabinet or if the cabinet is dropped. 60
The invention further contemplates that these pieces
could all be constructed from a single piece of metal to
facilitate installation and assembly rather than as indi-
vidual pieces.

The versatility of the present invention 1s further 65
evidenced by the drawer construction. In particular, the
drawer design incorporates a single drawer base unit 88
and two interchangeable drawer fronts 9.
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The base drawer unit 88 1s comprised of two side
walls 92, a back 94 and a bottom 96. The interchange-
able drawer fronts 90 come in two sizes; a box drawer
front 98 which i1s slightly taller than the drawer based
unit 88 and a taller letter drawer front 100 which creates
a deeper drawer. A base drawer unit 88 with a letter
drawer front 100 is shown in FIG. 8A and a base
drawer unit 88 with a box drawer 98 front is shown 1n
FIG. 8B.

Because two sizes of drawer fronts are available, the
case envelope 12 of the present invention can be con-
structed with either two, three or four drawers. By
simply modifying the track assemblies 54, up to four
drawer tracks 58 can be mounted on the vertical chan-
nels 56 in various configurations. Particularly, the same
case envelope can be constructed to hold two large or
letter drawers, four box drawers or two box drawers
and a single letter drawer (See FIG. 1). In addition, any
of these drawers can accommodate etther a roller track
66 or a slide track 70, further increasing the various
combinations. The letter drawer, FIG. 8A, can be fur-
ther modified to accommodate standard hanging or
suspended files. As shown in FIGS. 6, 7 and 12, a pair of
holder rails 102 can be attached to the side walls 92 of
the base unit 88 and the letter drawer front 100.

With reference to either the box or letter drawer,
(FIGS. 8A, 8B) the separate drawer fronts 90 are each
provided with two side flanges 104. In the case of the
letter drawer front 100, the portion of the side flange
104 which extends above the drawer side wall 92 is
further provided with a return flange 106 for additional
rigidity and strength. Each side flange 104 1s further
provided with a cut out portion or notch 108 which
corresponds to the drawer channel 110 in each drawer
side wall 92. The vertical edge 112 of the notch acts as
a drawer stop to align the face of the drawer front 90
with the front perimeter flange of the case envelope,
when the drawer 1s closed, in a cabinet employing slide
tracks 66. If the cabinet is constructed with roller tracks
70, a pad (not shown) 1s 1nserted inside the notch 108 on
the mside surface of the drawer front to act as a drawer
stop when shutting the drawer. Additionally, as can be
seen in FIG. 12, the return flange 106 on the letter
drawer front 100 is provided with a vertical slot 114 for
engaging the holder rail 102 if this accessory option is
selected.

As seen in FIG. 16, both drawer fronts 98, 100 may be
cut from the same coil of prepainted metal 32. After the
notches 108 are removed from the side edges, the side
flanges 104 are formed. Subsequently, a bottom flange
116 1s formed and then, as shown in FIG. 12, the top
edge of the drawer front 1s folded twice to create a top
flange 118 and a return flange 120 to overlap the side
flanges 104 and the return flanges 106. While various
types of handles may be employed in the illustrated
embodiment a rectangular hole 1s cut in every drawer
front 90 to allow insertion and attachment of a handle
122.

As shown in FIGS. 10 and 12, both the left and right
drawer side walls 92 are provided with a top and bot-
tom flange 124 and 126 respectively, as well as an in-
wardly directed drawer channel 110. The drawer chan-
nel 110 is designed to shdably receive either the roller
track 70 or the slide track 66. As seen in FIGS. 9and 12,
the top flanges 124 of the drawer side walls 92 are pro-
vided with a senies of equidistant spaced holes 128. The
hole 129 closest the rear end of each drawer side wall 92
is enlarged with respect to the remaining holes 128 and
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1s designed for receiving, supporting and positioning an
optional support 130 for supporting the rear or inward
end of the holder rails 102 in position. The holes 128 are
designed to receive and position a file follower 132
which can be adjustably positioned in any of the holes
128 to accommodate accumulated files of varying
depth.

As best seen in FIGS. 8A and 8B, each side wall is
also provided with an L-shaped slot 134. This slot 134
defines a tab 136 which, after the drawer has been in-
serted into the case envelope, can be bent outwardly to
act as a drawer stop to prevent the drawer from being
pulled out of the case envelope. A second, smaller
screwdnver slot 138 is formed along the diagonal bend
line of the tab 136 to facilitate the straightening of the
tab when a drawer is to be removed from the case.
Additionally, the rear edge of every side wall is pro-
vided with a grouping of three apertures (not shown)
for telescopic snap engagement of a drawer glide 140.
The drawer glide 140 is seen in FIG. 12 and is affixed in
the drawer channel 110 only when a roller track assem-
bly 1s being used. Each glide 140 extends over and
closely adjacent the upper surface 73 of raised central
portion 72 of the respective roller track 70 to support
the inner end of the drawer thereon when the drawer is
loaded and closed or partially closed. The glides thus
accommodate the forces acting on the drawer due to
the position of the rollers 78 at the front of the case
envelope. The rollers are sized to fit closely (e.g., 0.015"
clearance) within the drawer channels and thereby pairs
of rollers provide cantilever support for each drawer
when opened.

As best seen 1n FIG. 10, the drawer bottom 96 is
provided with a raised central portion 142 and upstand-
ing side flanges 144. The drawer bottom 96 is positioned
on the bottom flanges 126 of the drawer side walls 92
with the side flanges 144 abutting the inside surfaces of
the drawer side walls 92. The raised central portion 142
provides structural rigidity to the drawer structure.

As seen 1n FIG. 12, each side of the drawer back 94
is provided with an upper and lower side flange 146 and
148 respectively. These side flanges engage the outside
surfaces of the drawer side wall 92. In addition, a notch
150 1s cut from the drawer back 94 between each of the
side flanges to provide access to the drawer channels
110 so that the drawer can be inserted into the case
envelope 12 and the drawer channels 110 can engage
the drawer tracks 58 of the track assemblies 54. The
drawer back 94 also has a bottom flange 152 which
assists in supporting the drawer bottom 96 and a top
flange 154 for providing strength and rigidly to the
drawer structure. The drawer back 94 is attached to the
drawer side walls and drawer bottom by mechanically
fastening the upper side flanges to the side walls and the
lower side flanges to the drawer bottom and drawer
side wall as shown in FIG. 12.

‘The drawers are assembled by positioning and fasten-
g the side walls 92 to the respective drawer front 90.
This fastening may be mechanical fastening of the side
flanges 104 to the overlapped side walls as shown in
FIG. 12 at 155A. The bottom is then slid into position
on the bottom flanges 126 and the back wall panel 94 is
then applied and secured, as by fasteners 155B.

Turning now to the letter drawer, seen in FIGS. 6, 7
and 12. By adding a pair of hang rails 102 the letter
drawer can be adapted to accept suspended or hanging
files. The holder rails 102 are symmetrically roll formed
to allow any holder rail to be installed on either the
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right or the left side of a letter drawer. The holder rail
102 is a three-sided open channel shaped member fur-
ther having an upstanding flange 156. The flange is
folded over upon itself to provide structural strength to
the holder rail 102. A hook or locking tab 158 is formed
at each end, for engaging the slot 114 formed in the
return flange 106 of the drawer front 100 to support the
front of the holder rail 102. The rear of the holder rail
is supported by the support 130 as shown in FIGS. 6, 7
and 12.

The support 130 preferably is a simple bent rod or
wire component. It is defined by two vertical legs 160
and a horizontal cross member 162 interconnected by a
pair of looped or curved portions 164. The legs 160 are
inserted into the special holes 129 in the top flange 124
of the side wall 92 and rest on the top surface 166 of the
drawer channel 110. The looped or curved portions 164
extend through a slot 168 formed in the channel portion
170 of the holder rail 102 so that the rear portion of the
holder rail 102 rests on and is supported by its lower
horizontal flange bearing on the cross member 162. The
top or upstanding flange 156 provides a rail to be en-
gaged by and support the hanging or suspended files. It
will be appreciated that insertion and removal of the
support and the holder rails is accomplished by simply
placing the support and the rails in position, and there-
fore 1s a simple task requiring no fasteners or tools.

As seen in FIG. 12, the file follower 132 engages the
holes 128 1n the top flange 124 of the drawer side wall
92. The follower 132 preferably is a bent wire or rod
component and has a U-shaped central portion 172
which extends downwardly into the drawer to hold the
files in position. A pair of arms 174 extend outwardly
from the center portion and are bent to an L-shape
configuration at each distal end 176 to engage the holes
128 in the drawer side wall top flange 124. The follower
can be inserted, removed and repositioned very simply
by insertion and removal of the ends 176 through the
respective holes 128.

FIGS. 17-21 show the basic steps involved in the
assembly of the present filing cabinet. Essentially, the
case envelope 12 1s placed on its back or with the rear

perimeter flange 22 in contact with a conveyor or simi-

lar support. A bead of adhesive i1s then placed on the
mside surface of the rear perimeter flange 22 and, with
the side walls 16 opened slightly at the bottom to facili-
tate assembly, the back panel 30 is positioned in the
envelope 12 and the side walls 16 are closed to squarely
encompass the back panel 30. A roller or similar device
(not shown) 1s then manually applied to the edges of the
back wall 30 to flatten and spread the adhesive bead
between the rear perimeter flange 22 and the back wall
30. In order to insure square alignment between the
envelope and back wall, the structure is then placed in
a first squaring frame 180. (FIGS. 17, 19).

Next, the track assemblies 54 are wedge-fit into the
cabinet to hold the back wall 30 in place and to ulti-
mately provide overall structural ruggedness to the
cabinet. As previously described and shown in FIG. 3,
the track assemblies 54 are adhesively bonded to the
back wall 30 and envelope side walls 16. However, to
promote the bonding of the rear vertical corner chan-
nels S6R to the envelope side walls 16, an expander 182
1s temporarily placed in the cabinet to provide the nec-
essary lateral pressure. The frame 180 provides the
complementary reactive inward forces. The expander is
simply two pieces of flat metal joined by a piano hinge
or similar device and having a combined width slightly
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greater than the width of the case envelope. The front
vertical corner channels 86F do not require this lateral
pressure because of the manner in which the front pe-
rimeter flange 20 and return flange 26 coact to capture
the front corner channels 56F (FIG. 3B).

The kickplate 44 is the last component to be perma-
nently attached to the case envelope 12. As seen in FIG.
20, the kickplate spans the envelope side walls 16 and
overlaps the front perimeter flanges 20 and the side wall
base flanges 24. With adhesive applied first, the kick-
plate 44 1s positioned on the envelope and a second
squaring frame 184 is placed on the envelope (FIG. 20).
As seen in FIG. 21, the second squaring frame 184 has
a raised center portion 186 which allows the frame to
encompass the envelope walls and prevent the walls
from any undesirable movement which would cause the
pleces to be assembled in an unaligned manner. In addi-
tion, while the squaring frames are primarily employed
for maintaining a square alignment of component parts,
the second frame 184, due to its weight, does apply a
slight downward force which assists in bonding the
back wall 30 to the rear perimeter flange 22 of the enve-
lope.

With the two squaring frames 180 and 184 in place,
and the kickplate 44 and back wall 30 securely posi-
tioned, the kickplate bottom portion 48 and the back
wall bottom flange 46 are mechanically fastened to the
side wall base flanges 24. After the adhesive has set, the
compleied cabinet is then removed from the frames 180
and 184 and the expander 182 is removed from inside
the cabinet. Lastly, the drawers, having been previously
assembled, are placed in the cabinet to complete the
assembly.

It 15 also contemplated by the present invention that a
modified filing cabinet can be constructed with the
intention of stacking it on top of a first filing cabinet to
provide a filing cabinet of at least twice the capacity.
While the same versatility in size and number of draw-
ers can be available in the second or upper cabinet, the
kickplate would be eliminated to reduce any unneces-
sary space between the drawers of the two cabinets. A
bottom strap 177, shown in FIG. 2, would replace the
kickplate to hold the case side walls together. The case
envelope, even though shorter, can be cut from the
same coil of sheet metal as i1s the standard size cabinet.
In addition, it 15 also contemplated that a one drawer
case envelope can be manufactured to be added to the
standard case envelope to create a stacked three drawer
cabinet or even to create a stand alone one drawer unit.

For physical attachment, a pair of hooks would be
provided in the back of the upper or add on cabinet to
engage slots formed in the back panel of the lower
cabinet to lock the cabinets together. In addition, an
adhesive may be applied to the bottom of the strap 176
and to the bottom surface of the bottom flange of the
case back so that the upper and lower cabinets are adhe-
sively bonded together as well.

It should also be noted that the widths of the rolls of
metal are correlated to the respective component sizes
tc avoid unnecessary material waste, to achieve maxi-
mum efficiency in manufacture and to realize a final
product at low cost. Specifically, the cabinet envelope
is cut and formed by bending from one width of metal
with the width determined by the depth of the cabinet
(FIG. 15). Similarly, the drawer bottom, drawer side
walls and roller tracks are cut and formed by bending
from a second width of metal with the width deter-
mined by the depth of the drawer (FIG. 16). The
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drawer fronts, drawer back, cabinet back panel and
kickplate are cut and formed by bending from a third
width of metal with the width determined by the width
of the cabinet (FI1G. 14). The vertical corner channels
and slide tracks, rather than cut and folded, are roll
formed from a fourth roll of metal with the width deter-
mined by the particular width of these pieces (FIG. 13).

Where mechanical fasteners are noted, the preferable
fastening technique is one which deforms and interlocks
the overlapping layer of metal, thereby avoiding weld-
ing and attendant marring of the prefinished surfaces
and also avoiding need for discrete separate fastening
elements.

While the preferred embodiment discloses the use of
prepainted metal, the scope of the present invention
includes all varieties of prefinished metal. For example,
in addition to prepainted metals, other varieties of pre-
finished metals include plated metal, anodized metal and
vinyl coated metal.

It will thus be seen that improved file cabinets and
methods of their construction have been provided
which meet the aforestated objects, reqmrements and
desirable characteristics.

It 1s contemplated by the appended claims to cover
any such modification and other embodiments as incor-
porate those features which constitute the essential
features of this invention within the true spirit and scope
of the following claims.

What is claimed is:

1. A method of assembling a rectangular filing cabinet
comprising the steps of:

a. forming a umtary wrap around cabinet envelope
having a top and two side walls defining an open
front, bottom, and back, said envelope including
unitary perimeter flanges extending from said side
walls inwardly of said back open side and said front
open side; .

b. placing a back panel member on said back perime-
ter flanges with adhesive therebetween, adhe-
sively, bonding said back panel member to said
envelope;

c. holding said envelope and back panel structure by
first aligning and squaring means to assist in main-
taining said envelope and back panel in an aligned
relationship while said adhesive sets;

d. wedge fitting structural members between said
back panel and said front perimeter flanges to hold
said back panel against said back perimeter flanges

during bonding and thereafter to reinforce said
cabinet;

e. positioning a kickplate across a portion of said front
and bottom open sides, applying a second aligning
and squaring means to said envelope and kickplate
and fastening

f. removing said first and second aligning means and
said squaring means.

2. The method of claim 1 including positioning said
envelope and back panel structure within an aligning
and squaring frame during step c and applying outward
lateral pressure on said structural member during step d.

3. The method of claim 1 including the steps of bond-
ing said structural members to said envelope by adhe-
sive.

4. The method of claim 3 including placing adhesive
between said structural members and said envelope
prior to said wedge fitting step.

5. A method for forming a rectangular filing cabinet
from thin prefinished metal comprising the steps of:
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a. forming an integral wraparound cabinet envelope
having a top and two side walls defining an open
front, bottom and back, said envelope flanged in-
wardly along its edges to provide a front pernimeter

flange, a rear perimeter flange and a pair of base
flanges at the bottom of said side walls;

b. forming a cabinet back panel having a top and
bottom flange;

c. applying adhesive to the inside surface of said rear
perimeter flange, the upper surface of said back
panel top flange and the top lateral edges of said
back panel bottom flange;

d. positioning said back panel inside said cabinet en-
velope so that said back panel top flange abuts the
iside surface of said envelope top, the perimeter
edges of said back panel abut said inside surface of
said rear perimeter flange and said top lateral edges
of said back panel bottom flange abut the bottom of
said side wall base flanges, adhesively, bonding said
back panel to said cabinet envelope;

e. forming a pair of track assemblies each including a
pair of front and rear vertical corner channels 1n-
terconnected by at least one drawer track;

f. applying adhesive to each rear corner of said enve-
lope and to both front vertical channel members of
said track assemblies;

g. positioning said front vertical channel members of
said track assemblies inside said front perimeter
flanges of said envelope, and rotating said track
assemblies to wedge said rear vertical channels into
said rear corners of said cabinet envelope, adhe-
sively, bonding said track assemblies to said enve-
lope;

h. forming a kickplate to enclose the bottom front end
of said envelope, said kickplate having an upper
portion including an inwardly directed flange, said
upper portion extending across said front perimeter
flange, and a bottom portion mncluding an up-
wardly extending flange, said bottom flange ex-
tending across said envelope side wall base flanges;

1. attaching said kickplate to said envelope by secur-
ing said upper portion to said front perimeter
flange and securing said lower portion to said side
wall base flanges;

J. forming at least one drawer, said drawer having a
front, bottom, back and two sides, said sides being
shaped to slidably engage said drawer track
wherein said drawer can reciprocate along said
drawer track between an open and closed position;

k. inserting said drawer into said cabinet envelope.

6. The method set forth in claim 5§ including the fur-

ther step of mechanically fastening the bottom flange of
the back panel and the lower portion of the kickplate to
the base flanges of the envelope side walls.

7. The method for forming a filing cabinet from thin

prefinished metal as set forth 1n claim 3 wherein:

a. said envelope is cut and formed by bending from a
first discrete width of prefinished sheet metal,

b. said vertical channels are roll formed and cut from
a second discrete width of prefinished sheet metal,

c. said drawer front, drawer back, cabinet back panel
and kickplate are cut and formed by being from a
third discrete width of prefinished sheet metal,

d. said drawer sides and drawer bottom are cut and
formed by bending from a fourth discrete width of
prefinished sheet metal, and

e. said drawer tracks are formed from one of said
second discrete width of prefinished sheet metal
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and said fourth discrete width of prefinished sheet
metal.

8. The invention as in claim 7 wherein said prefin-
ished metal is prepainted on at least one surface thereof.

9. The invention as in claim 8 in which said meta] is
prepainted on both surfaces thereof.

10. A method of forming a vertical rectangular metal
storage cabinet comprising the steps of:

a. providing thin, flat sheet metal stock;

b. forming said thin sheet metal stock into multiple
components which are complementary and interfit-
table into overlapping relationship with one an-
other whereby said components define a vertical

 rectangular hollow cabinet case having one side
open for access to such cabinet and with said com-
ponents overlapping one another adjacent at least
two of the vertical corners of said cabinet to pro-
vide interfaces therebetween extending substan-
tially the full vertical length of the respective verti-
cal comers;

c. applying adhesive substantially continuously
throughout the vertical length of at least one such
interface adjacent each of said at least two vertical
corners of said cabinet and interfitting said compo-
nents into such overlapping relationship with one
another and thereby forming such a rectangular
hollow cabinet case having one side open for ac-
cess to said cabinet; and

d. securing said components to one another substan-
tially continuously throughout the length of said
interfaces by adhering them to one another with
said adhesive and thereby rigidly fixing said inter-
fitted components into a rugged storage case of
such thin metal stock.

11. The invention as in claim 10 including applying
such adhesive substantially throughout the areas of
overlap of such components and laminating such com-
ponents to one another substantially throughout said
areas of overlap.

12. The invention as in claim 10 and wherein said
forming step includes bending at least one of said com-
ponents into a rectangular flange along one edge to
define a front perimeter flange for said access opening.

13. The invention as in claim 10, and forming certain
portions of said thin sheet metal stock into reinforcing
member components each having multiple flanges in
angular cross-section relationship to one another, and
adhesively securing said reinforcing members to inte-
rior vertical corner-forming surface of other said com-
ponents forming such cabinet case.

14. The invention as in claim 10 and wherein said
overlapping of components and securement by adhesive
therebetween are provided adjacent each vertical cor-
ner of said cabinet.

15. The invention as in claim 10 including providing
said metal stock prefinished on at least one side.

16. The invention as in claim 10 including providing
said metal stock prefinished on both sides.

17. The invention as in claim 10 including providing
said metal stock prepainted on both sides.

18. The invention as in claim 10 including forming
certain portions of said thin sheet metal stock into elon-
gated reinforcing member components each of a length
to extend substantially the full height of said rectangular
cabinet case, and laminating said reinforcing members
in internal corners of said rectangular cabinet case by
adhesive securement to the inside surface of other said
components forming said cabinet case.
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19. The invention as in claim 18, including laminating
said reinforcing members in each of the vertical internal
corners of said rectangular cabinet case.

20. The invention of claim 19 including the step of
joining said elongated reinforcing members into pairs
by affixing at least one drawer track member to each
elongated member of each such pair and extending
therebetween prior to laminating the respective rein-
forcing members in the respective cabinet case. |

21. The invention as in claim 21 and wherein said
overlapping of components and securement by adhesive
therebetween are provided adjacent the rear vertical
corners of said cabinet.

22. The invention as in claim 10 and wherein said

d

10

overlapping of components includes overlapping of !°

vertical external panels adjacent the rear vertical cor-
ners of said cabinet and said securement by adhesive is
provided therebetween. .

23. The invention as in claim 22 and wherein said
overlapping of components and securement by adhesive
therebetween are provided adjacent each vertical cor-
ner of said cabinet.

24. A method of formmg a rectangular storage cabi-
net case of sheet metal, said cabinet case being fabri-
cated of a plurality of panel members, each of said panel
members including at least one panel for defining one
wall of said case, and certain of said panel members
including flanges extending from edges of said panels
thereof, each of said panel members having a transverse
dimension which equals the corresponding dimension
of the respective panel plus the overall length of any
flanges extending therefrom in the corresponding direc-
tion, said panel members including at least one panel
member having a first transverse dimension and the
remainder of said panel members having a second trans-
verse dimension, comprising:

a. Providing a first flat sheet metal blank of indetermi-
nate length and of a first predetermined width
which corresponds to said first transverse dimen-
S101;

b. Cutting said pane! members of said first transverse
dimension from said first flat sheet metal blank with
said first transverse dimension of said panel mem-
bers and said first predetermined width of said first
flat sheet metal blank in registry with one another;

c. Providing a second flat sheet metal blank of inde-
terminate length and of a second predetermined
width which corresponds to said second transverse
dimension:

d. Cutting said panel members of said second trans-
verse dimension from said second flat sheet metal
blank with said second transverse dimension of said
panel members and said second predetermined
width of said second flat sheet metal blank in regis-
try with one another; and

e. Assembling said panel members together into the
configuration of a storage cabinet case, including
folding the flanges of the respective panel members
into their assembly positions relative to the respec-
tive panels, and assembling and securing said panel
members together whereby said panel members
cooperate with one another to form the storage
cabinet case in said configuration.

25. The invention as in claim 24, wherein said flat
sheet metal blanks are prefinished prior to said cutting
steps, and including securing said panel members to-
gether by adhering said flanges to adjacent panel mems-
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bers with an adhesive without penetrating or marring
the finish on said blanks.

26. The invention as in claim 24 wherein said blanks
as provided for forming a cabinet case by said method
have a finish coating on both sides thereof and including
securing said panel members together in said configura-
tion without penetrating or marring said finish on said
blanks.

27. The invention as in claim 24, including cutting
one of said panel members to inciude three joined panels
for defining three walls of such cabinet case.

28. The invention as in claim 27, wherein said one of
said panel members is cut to form two sides and the top
of said case.

29. The 1invention as in claim 28, including cutting a
panel member to form the back wall of said case and a
panel to form a front kick plate of said case of the same
transverse dimension as one another and from the same
sheet metal blank.

30. A method of making a rectangular storage cabinet
case having predetermined depth, height and width
dimension from stocks of thin gauge sheet metal, each
of said stocks having a different predetermined width
dimension between said edges thereof corresponding
generally to one of said dimensions of the cabinet and
having an indeterminate length, comprising:

a. cutting said stocks transverse to their length at
predetermined spacings therealong to form blanks
of determinate length dimensions corresponding to
said spacings, each of said blanks having a width
dimension corresponding to the respective prede-
termined width dimension of the respective stock
between side edges thereof and generally to the
respective predetermined dimension of the cabinet;

b. bending and interfitting said blanks of said prede-
termined width dimensions to constitute the side,
top and back wall panels of a rectangular filing
cabinet case with edge portions of said blanks in
overlapping relation with one another, with each
sald width dimension of each of said blanks corre-
sponding to one of said cabinet case dimensions and
without trimming said side edges; and

c. affixing said overlapping edge portions of said
blanks together in said interfitting cabinet-forming
relationship whereby said blanks cooperate with
one another to form the storage cabinet.

31. The invention as in claim 30, and affixing said
panels to one another by adhesively laminating said
overlapping edge portions of said blanks to one another.

32. The invention as in claim 31 in which said stocks
are prefinished on at least one surface thereof.

33. The invention as in claim 31 in which said stocks
are prepainted on both surfaces thereof.

34. A method of making a rectangular storage cabinet
having predetermined depth, height and width dimen-
sions from stocks of thin gauge sheet metal, each of said

stocks having a different predetermined width dimen-

stion corresponding generally to one of said dimensions
of the cabinet and having an indeterminate length, com-
prising:
cutting blanks of determinate lengths from said
stocks, éach of said blanks having a width dimen-
sion corresponding to the respective predeter-
mined width dimension of the respective stock and
generally to the respective predetermined dimen-
sion of the cabinet, and bending said blanks of said
predetermined width dimensions to form interfitta-
ble side, top and back wall panels which interfit
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with one another to define the rectangular storage
cabinet, wherein said cutting and bending include:

cutting a first blank of determinate length from a first
of said stocks, said first blank having a width di-
mension corresponding to the predetermined 5
width dimension of the respective stock and gener-
ally to the predetermined depth dimenston of the
cabinet; |

bending said first blank to form a unitary envelope

having a pair of generally parallel upright side wall 10
panels interconnected by a generally horizontal top
wall panel;

cutting a second blank of a determinate length from a

second of said stocks, said second blank having a
width dimension corresponding to the predeter- 1’
mined width dimension of said second stock;

forming said second blank into a back panel having a

width dimension corresponding generally to the
width dimension of said second blank and gener-
ally to the predetermined width dimension of the
cabinet; and

mterfitting said panels with one another and thereby

forming such a rectangular storage cabinet, and
affixing said panels together in said interfitting
cabinet-forming relationship, including affixing
said back panel to corresponding back edges of the
envelope top and side wall panels.

35. The method as in claim 34 m which at least each
first and second stock is prefinished on at least one
surface thereof forming the cabinet exterior.

36. The method as in claim 34 wherein the width
dimension of said first blank includes width dimensions
of peripheral flanges formed along the front and back
edges of said envelope. | 15

37. The invention as in claim 34 and which includes:

cutting a third blank of a determinate length from said

second stock;

bending said third blank to form a kickplate having a

width dimension generally corresponding to the 4,
cabinet predetermined width dimension, and

affixing the kickplate to corresponding lower front

portions of the envelope side walls.

38. The invention as in claim 37 and which includes:
cutting and bending a plurality of fourth blanks of 45

like determinate lengths from a third of said stocks,
each fourth blank having a blank width dimension
corresponding to the predetermined width dimen-
sion of said third stock and having a length corre-
sponding generally to the predetermined height s
dimension of the cabinet, said bending of said
fourth blanks being effected along lines parallel to
the length of such blanks to form elongate struc-
tural support elements; and

affixing each support element to an interior surface of 55

the cabinet.

39. The method of claim 38 including the additional
steps of:

cutting fifth blanks from said second stock;

bending one fifth blank to form a drawer front and a 60

second fifth blank to form a drawer back

cutting sixth blanks of determinate length from a

fourth stock and bending said sixth blanks to form
drawer side walls and a drawer bottom wall, said
sixth blanks having a width dimension correspond- 65
ing to the predetermined width dimension of said
third stock and corresponding generally to a
drawer length dimension;
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assembling said drawer front, back, side walls and
bottom wall to form a drawer; and

slidably mounting said drawer within the cabinet
interior through an opening formed in a front wall
of the cabinet.

40. The method of claim 33, and affixing said enve-
lope, back panel and structural support elements to one
another by adhesives.

41. The invention as in claim 40 and including posi-
tioning and so affixing said support elements 1n vertical
interior corners of the cabinet. |

42. A method of forming a rectangular storage cabi-
net comprising the steps of:

a. providing thin, flat sheet metal stock having at least

one prefinished surface;

b. forming portions of said stock into multiple compo-
nents which are complementary and interfittable
with one another in an edge-overlapping relation-
ship;

c. including forming portions of thin, flat sheet metal
stock 1nto elongate reinforcing members each of a
length to extend substantially the full height of said
rectangular cabinet;

d. interfitting the formed portions in such edge-over-
lapping relationship to form a rectangular cabinet
with said prefinished surfaces exteriorly exposed to
provide an exterior finished surface of said cabinet
and one side of said cabinet provided with an ac-
cess opening; and

e. securing said interfitted portions in said edge-over-
lapping relation, including laminating said overlap-
ping portions to one another with an adhesive and
adhesively laminating each of said reinforcing
members to interior surfaces of said interfitted por-
tions defining an interior upright corner of said
rectangular cabinet, without penetrating or mar-
ring the cabinet exterior finished surface.

43. The mvention as 1 claim 42, and so laminating
one of said reinforcing members in each of the upright
internal corners of said rectangular cabinet enclosure.

44. A method of forming an upright storage cabinet
having vertical corners, comprising the steps of:

a. providing thin, flat sheet metal stock having at least

one prefinished surface;

b. forming portions of said stock into multiple compo-
nents which are complementary and interfittable
with one another 1n an edge-overlapping relation-
ship;

c. interfitting the formed components in such edge-
overlapping relationship to form an upright rectan-
gular storage cabinet with said prefinished surfaces
exteriorly exposed to provide an exterior finished
surface of said cabinet and one side of said cabinet
provided with an access opening;

d. securing said interfitted components in said edge-
overlapping relation by laminating overlapping
portions to one another with an adhesive and
thereby rigidly fixing said interfitting components
into a rugged storage cabinet of said thin metal
stock having an exterior finished surface.

45. The invention as in claim 44 including applying
adhestve substantially throughout each area of overlap
of such portions and laminating such components to one
another therewith substantially throughout said areas of
overlap.

46. The invention as in claim 44 including forming
said components to be interfittable in edge-overlapping
relationship along areas adjacent a plurality of the cor-
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ners of said cabinet, interfitting such components 1n
such edge-overlapping relationship and including lami-
nating said overlapping portions to one another with an
adhesive substantially continuously throughout the
length of said edge-overlapping relationships adjacent
said corners of said cabinet.

47. The invention as in claim 44 wherein the forming
and interfitting steps form an upright cabinet case with
multi-sided structural shapes adjacent a plurality of the
vertical corners thereof and with each side of each such
structural shape including multiple thicknesses of said
thin metal stock.

48. The invention as in claim 47 including forming,
interfitting and laminating a plurality of said adhered
overlapping portions as sides of said structural shapes.

49. The invention as in claim 44 wherein said form-
ing, interfitting and securing steps are carried out with-
out penetrating or marring said exterior finished surface
of the cabinet.

50. The invention as in claim 44 and including bend-
ing at least one of said portions into a rectangular flange
along one edge to define a front perimeter flange along
such access opening.

51. A method of forming an upright storage cabinet
having vertical corners, comprising the steps of:

a. providing thin, flat sheet metal stock;

b. forming portions of said stock into multiple compo-
nents which are complementary and interfittable
with one another in an edge-overlapping relation-
ship;

¢. interfitting the formed components in such an
edge-overlapping relationship to form an upright
rectangular storage cabinet with one side of said
cabinet provided with an access opening;

d. wherein the forming and interfitting steps form an
upright cabinet case with multi-sided structural
shapes adjacent a plurality of the vertical corners
thereof and with each side of each such structural
shape including multiple thicknesses of .said thin
metal stock;

e. securing said interfitted components in said edge-
overlapping relation by laminating overlapping
portions to one another with an adhesive and
thereby rigidly fixing said interfitting components

into a rugged storage cabinet of said thin metal
stock.
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§2. The invention as in claim 81 including applying
adhesive substantially throughout the lengths of over-
lap of such portions and laminating such components to
one another therewith substantially throughout said
lengths of overlap.

53. The invention as in claim 51 including forming
certain portions of said thin sheet metal stock into rein-
forcing member components each having multiple
flanges in relative angular cross-section relationship,
and adhesively securing said reinforcing member com-
ponents to interior surfaces of other of said interfitted
components defining interior vertical corners of the
cabinet.

54. The invention as in claim 51 wherein said interfit-
ting and forming steps include forming multi-sided ver-
tical structural shapes extending substantially the full-
height of said cabinet adjacent each wvertical corner
thereof.

§5. The invention as in claim 51 wherein said interfit-
ting and forming steps include forming multi-sided ver-
tical structural shapes adjacent each vertical corner of
said cabinet. |

56. The invention as in claim §1 including forming a
plurality of said adhered overlapping portions into sides
of said structural shapes.

57. The invention as in claim 51 including forming
said components to be interfittable in edge-overlapping
relationship along a plurality of areas each of which 1s
adjacent one of said vertical corners and each extending
substantially the full height of said cabinet, interfitting
such components in such edge-overlapping relationship
and including.laminating said overlapping portions to
one another with an adhesive substantially continuously
throughout the length of said edge-overlapping rela-
tionships adjacent said plurality of the vertical corners
of said cabinet.

58. The invention as in claim 57 and wherein each of
said overlapping edge portions adjacent said vertical
corners forms one side of one of said structural shapes.

59. The invention as in claim 83 including forming
each of said reinforcing member components of a length
to extend substantially the full vertical height of said
rectangular cabinet.

60. The invention as in claim 89, and adhesively se-
curing one of said reinforcing member components in

each of the interior vertical corners of the cabinet.
F ¥ % % B
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